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. ¿Work Order IDg92121 *Q9 4 2 1 * Page 1 
Tuesday, October 23, 2012 4:12:04 PM "2 
Item ID: PB67-43001-09 Accept * N ONNNAN 4 ай” Setup Start *N Q 4 ж. 
| Revision ID: ` i 
| . Stop * * 
| Item Name: Aft Blade Fold Assembly Weldment N S 2 
Start Date: 10/23/2012 Start Qty: 2.00 *2* Cust Item ID: 
Required Date: 11/2/2012 Req'd Qty: 2.00 xx Customer: 
Reference: 
Run Start *N R 4 * 
Approvals: Process Plan: _ MLS. Date: 12: (2-25 Tooling: Date: _ 
Stop 
: : : : * * 
| QC: Date: _ SPC (Y/N) | Date: __ | МІ P2 
| Séquence ID/ Operation Set Up/ Tool ID Tool# Plan | Accept Reject Reject Insp. 
“Work Center ID Description. .. Run Hours Code Qty Qty Number Stamp 
1 Draw Nbr Revision Nbr 
| B67-43001-09 Rev С 
100 0.00 i р ш 
*4 nn* Large Fab 2 of Ё 
‘Large Fab Memo 0.00 ЕЕЕ /2 . m 
Large Fab 1- assemble parts on jig DT8814 and weld as per dwg PB67-43001** ensure 
: no burn thru after welding in tube -235 and -229 only where bushing -265 *** 
1 110 QC9- Inspect visual per QSIO04- Fusion Welds 0.00 + DAS, a _ ) 
A 09) AAA 
110 5% 
Qc Memo 0.00 | 
А Quality Control 
|- 
120 QC5- Inspect part completeness to step on W/O 0.00 
«120% 
QC Memo 0.00 
Quality Control 


| A Бал С | Date: А ti 
Үе 


WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: 


ХА 
AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


DISPOSITION 


42.12) 
Part No. fec- Soo |- oa 


мск мо. 17,-7452 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Сох ah) њо en -4300 1-3) 
Аль See fe laste in 

Com lada. 

& Gas wad y Mus 

ars (05 www б Per 


Fes aX we HH 


PaGi1-dsooi- s; co veld @ 


30-23 * AW л ораса оў 
ity’. shold We © 30.3075" 


MD Nove a apra Pot deo" 


Landing Gear 


Е Bending 


Ш Centre Not Concentric to 0/5 


B Cracks 


| Crushed/Crimped. 


E Cuffs 


N Heat Treat 


u Inspection Strip in Tube 


Е Ripples in Bend 


| Torque Waves in Extrusion 


u Turning Sequence 
| | wave/Twist in Tube 


Bo ná weld A we leek 


"e (осу on weld 5s 


General 
Ш Bend 
| |BOM/Route 
E Broken/Damaged 
| Burrs 
u Contamination 
E Countersink 
| Cut Too Short 
u Drill Holes 
B Drawing 
u Finish 
Е Folio 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


DA ооч 


л/а. 122562? 


FAULT CATEGORY 


| | Grain 
u Hardware 


u Inspection Incomplete 

= Instructions Incomplete/Unclear 
Ш Maintenance 

u Mislabeled 


Ш Misread 
| | Offset 


= Out of Calibration 
u Out of Sequence 
= Outside Dimensions 


Ovalized 

Over/Under tolerance 

Part Incorrect 

Part Lost/Missing 

Part Moved 

Positioned Wrong 

Power Loss/Surge 

Should Wa u 
Ry lec 


foc. 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


ES Other 


безл 


. Work Order ID 92121 + 5 
Tuesday, October 23, 2012 4:12:04 PM 92 1 2 1 


Item ID: PB67-43001-09 Accept * N anna AN 4 00* Setup Start Ж N с 4 ж 


Revision ID: 


Page 2 


Item Name: Aft Blade Fold Assembly Weldment Stop * N с 2 * 
| | Start Date: 10/23/2012 Start Qty: 2.00 KOR Cust Item ID: 
| Required Date: 11/2/2012 Req'd Qty: 2.00 kok Customer: 
Reference: 
2 Run Start % * 
Approvals: Process Plan: Date: _ Tooling: |... Date: 527 22 М R 1 
| Sto 
Qc: " Date: —. ——  SPC(Y/Ny Cites — P ж М R 0* 
Sequence ID/ Operation Set Up/ Tool ID Tool 4 Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty 


130 Green Sandtex(Ref:4.3.5.8) рег 051005 4.3 0.00 


Number MM 
*40* AX. A u 
Ж Powdercoat Memo 0.00 la 
Powder Coating : ya) / 


***in detail D, mask in between -311 prior to paint******mask 1.750" on the 
end of -243 prior to paint******mask inside of D3440-9 prior to 


Am \ | paint***START TIME: | OVEN TEMPERATURE 
| ; ё ^ —] 
Wy dl U | HC FINISH TIME: 1 29 o Í 
140 


QC3- Inspect Part Finish 0.00 


*4AN* 
ос 


Quality Control 


Memo 0.00 


150 Identify as per dwg & Stock tocation: ШИЙ D 2 
Та аф 9 | РИ 
Packaging Memo 0.00 


Packaging 


. Work Order ID 92121 
Tuesday, October 23, 2012 4:12:04 PM 


*02424* 


Page 3 


Item ID: PB67-43001-09 Accept * N an 01040 1 ав” Setup Start Ж N с 4 ж 
Revision ID: E Б 
Item Name: АЯЙ Blade Fold Assembly Weldment Stop Ж N с 2 ж 
Start Date: 10/23/2012 Start Qty: 2.00 2% Cust Item ID: 
Required Date: 11/2/2012 Req'd Qty: 2.00 *e)* Customer: 
Reference: 
E Run Start 4 * 
Approvals: Process Plan: Date: — Tooling: = КЕ Date: | М R 1 
Sto 

Qc: ч Date: SPC (Y/N): Е "рае: ______ : *N R 2* 
Sequence ID/ NS Operation i Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp | 
160 QC21- Final Inspection - Work Order Release 0.00 
*4AN* е пе 
QC Memo 0.00 
Quality Control 


m7 0 
Picklist Print Pagel 7 
`> Tuesday, October 23, 2012 4:12:04 PM 2/6 
Work Order ID: 92121 d 
à Parent Item: PB67-43001-09 Start Date: 10/23/2012 Required Date: 11/2/2012 
| Parent Item Name: АЙ Blade Fold Assembly Weldment Start Qty: 2.00 Required Qty: 2.00 
Comments: IPP Rev:A 08-06-25 newissue DD verified by:ec ІРР RevB 10.09.24 per revC 
dwg EC verified by:DD - 
Component Item ID/ Replacement Mfg/ Bin Primary _ Last Route Unitof Qtyon Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Locati Seq ID Measure Hand Qty Issued Issued 
d Manufactured Ne 2 \ 100 Each 0.0000 2 4 | 
mene а pra “Ba O® 
1867430012203] Manufactured No 100 Each 4.0000 1 2 
a ao = A o2 
Location Loc Oty Loc Code 
ST437 
- 
| | 62105 4 ER AS 
| Manufactured No a 00 Each 0.0000 1 2 E 
| Spas hy a 830418 -@ uo 


Manufactured No 100 Each 2.0000 6 12 
p, 12.12.03 


Location Loc Qty Loc Code 
wa %9009= 10 à LO 
“pr 2 A 
Manufactured No 100 Each 1.0000 2 4 22: 02 
Location Loc Qt Loc Code 
— MES сы 
52488 1 TO ee 
Manufactured No 100 Each 1.0000 1 2 A, >. 2 /2 Те 3 
Location $20 9 22. | oc Oty Loc Code 
ST209a = 1 2. 
52487 1 
N 0 Each 0.0000 1 2 
Manufactured 9 b 9D 94 >) | ay МИЯ Фа 12-0 3 


AN 


[4 - a 


Picklist Print 
* Tuesday, October 23, 2012 4:12:04 PM 


Page 2 


Work Order ID: 92121 
PB67-43001-09 


Aft Blade Fold Assembly Weldment 


Parent Item: 


Parent Item Name: 


Manufactured 
емга] Manufactured 
_ ше Handle Extension 
Manufactured 
Contoured Male Eye 
Manufactured 
40-9 ; Manufactured 


ube Detent Clip Base (Supersedes B67-43001-241) 


140: БЕ 577 


8 Manufactured 
- Bracket (Supersedes B67-43001-273) А 


7567-4701 333 FY 


No 


No 


85178 


992219 "(2 ) 


Start Date: 10/23/2012 
Start Qty: 2.00 


Required Date: 11/2/2012 
Required Qty: 2.00 


100 Each 1.0000 1 4 X 
22: 6 
Location 5 Loc Code 
S. ІР pod 
00 Each 0.0000 1 Y : 
Ly 2.12.03 
990925 100 Each 3.0000 1 2 > F 03 
Location Loc Qty Loc Code 
5149: JIA /Ф A) 3 ¡AM 
62110 3 los N. 
100 Each 2.0000 2 ШЕ! 
18:19:03 
Location Loc Code 
аә 890935 q- га 
62112 2 
100 Each 2.0000 1 2 fai (2 
Location + oc Qt Loc Code | 
w 04208 А 


| Еасһ 0.0000 ЖЕК. Б /2.09 


CC» ) A 12 -/2,03 
TED 5) S 12-12-28 


m 455512 29 5 T a 7 Batch 


Е d 


Tuesday, October 23, 2012 4:12:04 PM ~ Shop Packet Print Page 2 


y AAA - E aoe 
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. 8 7 6 5 4 3 ri 
| € e. П ARS і і E 
с тем, QTY PIN DESCRIPTION 
AFT BLADE FOLD ASSEMBLY WELDMENT 


EE 


B67-43001-09 AFT BLADE FOLD ASSY WELDMENT 


1 x 867-43001-09 


2 B67-43001-201 


SQUARE TUBE 


B67-43001-203 


SQUARE TUBE 


2 
T 
En 1 | 867-43001-209 | SQUARE TUBE D 
`5 | 6 [867-43001-211 | SQUARE TUBE | 
6 2 | B67-43001-213 | FLANGED HOOK 
7 1 | B67-43001-223 | SQUARE CAP 
8 4 | B67-43001-225 | BUSHING 
9 | 2 |Бб?-43001-227 | BUSHING 
10 1 | В67-43001-229 | OUTER TUBE 
T 1 867430012233 | OUTER TUBE END САР 
12 | 1 |867-43001-235 | OUTER TUBE | 
13 | 1 | B67-43007-239 | SQUARE TUBE | 
14 | 1 | B67-43001-243 | TUBE HANDLE EXTENSION 
15 | 1 | B67-43001-277 | CONTOURED MALE EYE 
16 | 2 | Be7-43001-311 | RESTRAINT c 
17 | 1 | 3440-9 TUBE DETENT CLIP BASE 
18 | 1 |0за4013 BRACKET 


SHOP EC 
E, oO 
ENCIS € 


UNCUT 


bs 


| ДАЕ 2 
zo? 


gELEASE 
2010 -097 16 


MO” | 


REDRAWN PREMIER AVIATION DRAWING IAW DART QS! 
018 AND ОСІ 043. FOR PREVIOUS REVISONS, REFER TO 
SHEET 6 OF PREMIER AVIATION DRAWING 
No. B67-43001. REASON: SEE PAR#09-011. 
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CHECKED | f DRAWING NO. REV.C 
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ные 


B67-43001-209 
SQUARE TUBE 


D3440-9 TUBE 
DETENT CLIP BASE 
{ORIENT PER DETAIL F) 


B67-43001-277 
CONTOURED MALE EYE 


pes 


B67-43001-201 
SQUARE TU ВЕ 
2 


B67-43001-203 
SQUARE TUBE 


B67-43001-235 


4. TUBE 


— 


B67-43001-239 
SQUARE TUBE 


NOTES: 
1) MATERIAL: NONE 


B67-43001-211 
SQUARE TUBE 
6PL 


E A7-3 


* 


B67-43001-229 
OUTER TUBE 


B67-43001-09 AFT BLADE FOLD ASSY WELDMENT 


2) FINISH: POWDER COAT "GREEN SANDTEX’ (4.3.5.8) PER DART QSI 005 4.3 


3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 


4) UNITS: INCHES UNLESS OTHERWISE NOTED 
5) BREAK SHARP EDGES: 0.005 TO 0.010 MAX 


6) IDENTIFICATION: N/A 
7) WEIGHT: 7.74 Ibs 
8) WELDING: PER QS! 004 


9) MASKING: ALL OPENINGS AND INDICATED AREAS PRIOR TO POWDER COATING 


[DESIGN | RW | 


B67-43001-233 


ELEASEP 
2010-08518 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


OUTER TUBE END CAP 
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DRAWING NO. 
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TITLE 
AFT BLADE FOLD ASSY WELDMENT 


NTS 
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EXPRESS CONDITION MAT TS 
этно 


MATE WITH TOP SURFACE OF 
LOWER HOOK AND ALIGN WITH 
CENTERLINE OF OUTER TUBE 


ALIGN WITH BOTTOM 
EDGE OF END CAP AND 
CENTERLINE OF OUTER TUBE 


ALIGN WITH CENTERLINE 


„__. MASK ALL AROUND TUBE 
PRIOR TO POWDER COATING 


B67-43001-311 
RESTRAINT 


OF OUTER TUBE AND FLUSH 2PL 
WITH ANGLED CUT 


йө 


B67-43001-243 Г9 > 


A 
SQUARE TUBE 


REF 


B67-43001-211 
SQUARE TUBE 


B67-43001-227 RÉF 


TUBE HANDLE EXTENSION aes 
REF OUTER TUBE 


B67-43001-201 


D3440-13 
BRACKET 


DETAIL Ap3> 
SCALE 4X 


B67-43001-229 
OUTER TUBE 
REF 


SQUARE TUBE 
REF 


DETAIL B cs; 
SCALE 4X 


ALIGN WITH CENTERLINE OF 
OUTER TUBE AND TO BOTTOM 
SURFACE OF END CAP 


MASK INSIDE SURFACES 
OF BRACKET PRIOR 
TO POWDER COATING 


B67-43001-223 
SQUARE CAP 
2PL 


B67-43001-243 [9 > 
TUBE HANDLE EXTENSION 


` B67-43001-213 
FLANGED HOOK 
2PL 


DETAIL E 
ax Р? 


MASK INSIDE SURFACE 
OF HOOK PRIOR TO 
POWDER COATING 


шү»; 


L8.» MASK INSIDE SURFACE AND 
HOLE (NOT SHOWN) OF 
CONTOURED MALE EYE 
PRIOR TO POWDER COATING 


03440-9 TUBE DETENT CLIP BASE [I > 
MASK THREADED HOLE (NOT SHOWN) 
PRIOR TO POWDER COATING 


DETAIL F с: 
SCALE 4X 


REF 


BUSHING 
2PL 


DNE 


DETAIL D 
S e 


В67-43001-225 
BUSHING B67-43001-239 


SQUARE TUBE 
4PL RE 
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